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B, are provided ; one of the ball ends engages a cylindrical hole, fitted
with a hardened bush, and the other engages a slot fitted with a hard-
ened linen The slot allows for
distortion of the box so that this
does not upset the registration.
To guide the top box, while it is
being put on and lifted off, longer
parallel pins CC are provided, but
these are comparatively free in the
holes of the top box and are not
relied on for registration ; the pins
CC take the cotters for fixing the
FIG. 28.                         boxes together. Large moulding

boxes are made with ribs or webs

(A, Fig. 27) against which bent rods B, called gaggers, may be placed
in order to help support the sand rammed into the box. The ends of
gaggers should not project-above the edges of the ribs or there is a great
danger that they may be struck during the ramming, with consequent
damage to the mould.

A Simple Two-part Mould. The simple mould shown in Fig. 29
consists of a bottom box A, called the drag, which has the whole of the
cavity of the mould formed in the upper surface of the sand it contains,

and a top box, called the cope, which
merely forms the cover to close the
mould formed in the drag. The cope
has openings C and D formed in it;
the former is where the metal is
poured in and is called the runner
or sprue and the latter is called the

H

FIG. 29.

riser. The riser serves to allow the
air inside the mould to escape and
also to give warning of the filling of
the mould, pouring being stopped
when the metal is seen to rise to the
top of the risen Risers may be used for another reason which will be
considered later and may also be called headers. Several runners and
headers or risers may be used in a large or complicated mould. The
runner may sometimes lead directly into the cavity of the mould but
more often is connected thereto by a short passage E called the gate.
The making up of this mould will now be considered. The drag is made
first by taking the pattern and placing it upside down, i.e. with the
surface FF downwards, on either a level part of the foundry floor or on
a special board called a turn-over board, putting a moulding box round
it, and ramming sand tightly round it until the box is full. The surface
of the sand is then struck off level with the uppermost edges of the box